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' This invention relates fo improvements in ap- 
paratus for forming transmission belts of the V 
or trapezoidal-sectioned type, and refers particu- 
larly fo apparatus for molding and curing said 
belts in sections. 
In my copending patent applications Serial 
Nos. 732,437 and 78.2,397 filed on Match 5, 1947, 
and October 27, 1947, respectively, of which the 
former has matured into Patent No. 2,518,137 
apparat-us is shown and described for molding 
endless belts of the  or trapezoidal type in a 
single oberation, the elt being, molded .and cured 
in. oné:piece. The apparatus described in said 
patent pplications is ideally adaptable for belts 
of,relatively short length such as those common- 
ly used îor fan belts .on infernal combustion 
engines.. . 
In forming, or molding and curing similar belts 
of greater. length, it is uneconomical and difiicult 
to mold nd cure the .entire belt in a single op- 
eration because of the size of the molding appara- 
tus necessàry to accommodate such longer belts 
and the diflculties involved in handling the belts 
and appartus. 
Consequently, in the manufacture of relatively 
long endless belts of the type in question, it has 
heretofore been the practice to mold and cure 
sections or predetermined lengths of the belts 
sboarately, the Complete belt being molded and 
cnred in two or more operations depending upon 
the length of the belts. 
The aPparatus for performing the molding and 
curing operation bas heretofore been such that 
sections of a plurality of belts are operated upon 
simultaneously. However, such apparatus bas 
n0t been completely satisfactory in that it has 
been substantially impossible to reproduce, as 
a commercial operation/belts of uniform length, 
uniform density, uniform srength and belts hav- 
ing uniform operating characteristics. 
In-building up the belt-carcass prior to mold- 
ing and curing, predetermined tolerances are 
employed which if made more critical would ten- 
der the belts prohibitive in price. Within these 
commercial tolerances belts of unequal length 
are frequently produced from carcasses of the 
same speciflcations. In addition, predetermined 
portions of belts also vary as to the tension of 
their strength members and as to their density to 
say nothing of variations in other factors which 
affect the lire of the belt. in other words, belts 
made cacasses of the same specifications, not 
only differ from each other, but sections of a 
predeterminedbelt may differ from other sec- 
tions of the same belt.  
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A common use for such belts is upon multiple 
belt drives where a plurality of belts supposed 
fo be similar are employed. To secure belts for 
a predetermined drive they must be selectively 
5 matched as t0 length in that if is commercially 
impractical fo reproduce identical belts except 
through the caprices of chance. Even though 
soLcalled matched belts are employed only op- 
eration will reveal whether the belts have similar 
I0 operating characteristics since latent differences 
, in the belts exist. 
in the present invention I provide a molding 
and curing apparat-us which obviates many of 
the difliculties hereinbefore discussed. Belts 
15 may be made from carcasses,of predetermined 
commercial specifications which have uniform 
lengths and predetermined belts will be of sub- 
stantially uniform denslty and have strength 
members of uniform tension. In addition, trim- 
20 ming of the belts after molding and cure is un- 
necessary which eliminates areas of potentially 
premature wear. 
Briefly described the present invention con- 
templates a mold in which sections of a plu- 
25 rality of belts may be simultaneously molded 
and cured, resilient means being provided in 
con]unction with each mold cavity sc. as to bear 
upon the carcass in the cavity with controllable 
uniform pressure after the mold is closed. 
30 Other objects and advantages of my invention 
will be apparent from the accompanying draw- 
ings and following detafled description. 
i the drawings: 
Fig. 1 is a diagrainmatic perspective view of 
35 a belt mo!d employing an embodiment of my in- 
vention. 
Fig. 2 is a detafled sectional view, illustrating 
particularly the the upper portion of the central 
mold member of a conventional belt mold. 
40 Fig. 3 is a viewsimilar to Fig. 2 of the central 
mold member of the device illutrated in Fig. 1. 
Fig. 4.is a fagmentary detailed view,, parts be- 
ing broken away and parts being shown in sec- 
tion, of the fitting for che of the reilient tubes 
45 employed in my invention. _ 
Fig. 5 is a detailed sectional view thr0gt a 
portion of the central platen of my rnold illus- 
trating the manner of mounting a resilient tube 
therein. 
50 Referring in detail o the drawings,  indicates 
diagïammatically a mold which is particlarly 
adaptable fo the molding and curing of sections 
of a plurality of relatively long end!ess belts. 
Themold ! comprises esentiaI!y a central sta- 
55 tionary platen , a lower movable platen 3 and an 
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upper :novable platen 4. The lower and upper 
platens S and 4 :nay be :noved vertically toward 
and away fro:n the central stationary platen 2 
by :neans of hydraulic pistons 5 and 5 respec- 
tively which operate in hydraulic cylinders 7 and  
8 respectively. Of course, :neans (hot shown) 
are provided for supplying hydraulic fluid to the 
cylinders 7 and 5 to properly :nanipulate and con- 
trol the :nove:nent of the platens S and 4. 
A :nold of the type designated by the numeral 10 
! :nay be e:nployed to :nold and cure sections of 
a plurality of V or trapezoidal section belts 9. In 
e:nploying the :nold ! the belts 9 are carried at 
one end around a plurality of sheaves 10 which 
are in turn carried upon a shaft ! I. The shaït 15 
! I is supported by brackets 12 which in turn are 
:nounted upon a stationary support I S. Of course, 
:neans (hot shown) fs provided ïor re:noving the 
sheaves 15 fro:n the shaft 11 in order to :nount 
and re:nove the belts 9 fro:n the sheaves. The 20 
arrange:nent co:nprising the sheaves 10, shaït 1 I 
and brackets 12 is stationary with regard to lat- 
eral :nove:nent of the shaft 1 I. 
At the opposite end of the :nold I the belts 9 
are trained around a plurality of sheaves 14 25 
which in turn are carried upon a shaft 15. Shaft 
15 fs journaled in a pair of blocks 15, only one of 
which is shown, the blocks being :novable to :nove 
the shaft 15 toward or away fro:n the shaft I I 
so as to control the tension of the belts 9 for a S0 
purpose which will be hereinafter :note fully de- 
scribed. The blocks 15 :nay be carried upon 
brackets 17 which in turn are :nounted upon a 
stationary support 15. A screw 19 :nay be en- 
gageable with each of the blocks 15 and :nay be S5 
:nanipulated by the capstan head 2{} to :nove the 
blocks 15 inwardly or outwardly with respect to 
the brackets 17 in order to properly tension the 
belts 9. 
The. :nold I diagrammatically illustrates in 40 
general a commonly e:nployed :nold referred to as 
the "goose neck" type, that fs, one side of the 
:nold, the proximate side shown in the drawing, 
being open in the sense that it is devoid of posts, 
guides or other supporting apparatus. In this 
45 
tYPe of :nold the central :nold :ne:nber 2 :nay be 
supported at the rear of the :nold. For instance, 
the central "mold :ne:nber 2 :nay be carried upon 
a bracket asse:nbly 21 which holds the central 
:nold :ne:nber 2 stationary and in a position with 50 
ifs upper and lower surfaces substantially parallel 
to the upper and lower passes of the belts 9. 
The central :nold :ne:nber 2 fs provided with 
a plurality of apertures 22 through which a heat- 
ing fluid fs adapted to pass, said fluid being 
adapted to heat the central :nold :ne:nber to the 55 
proper curing te:nperature necessary to cure the 
belts 9. The upper and lower :novable :nold 
:ne:nbers 4 and S are also provlded with a plu- 
rality of apertures 2 and 24 respectively through 60 
which a heating fluid :nay be passed to heat said 
respective :novable :nold :ne:nbers. As will be 
hereinafter more fully described the opposite ends 
of the :novable and stationary :nold :ne:nbers are 
adapted fo be chilled during the :nolding opera- 65 
tions and to acco:nplish this end endmost aper- 
tures 25 are provided in all of the :nold :ne:nbers 
through which a cooling fluid :nay be passed. 
In the upper and lower faces of the central 
:nold :ne:nber 2 a plurality of :nold cavities 25 70 
are provided, said cavities being of a cross sec- 
tional shape such as to mold the belts 9 in proper 
fonn. The :nold cavities 25 are elongated and 
are disposed in parallel relationship so as to ac- 
commodate sections of each of the belts carried 
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upon the sheaves I0 and I,. For purposes of 
illustration, the :nold cavities 26 are shown as 
being substantially trapezoidal in cross section 
with the base of the trapezoids opening toward 
the faces of the central :nold :ne:nber 2. After 
the belts 9 have been :nounted upon the sheaves 
I 0 and 14 and the screws 19 :nanipulated in order 
to impart the desired degree of tension to the 
belts it will be seen that the central portions of 
the straight sections of said belts will be deposited 
or Posltioned in the cavities 6. The upper face 
of the lower :novable :nold :ne:nber  and the 
]ower face of the upper :novable :ne:nber 4 are sub- 
stantially fiat. and in the operation of the :nold 
said fiat faces are adapted to bear upon the belt 
sections which are positioned in the recesses 
provided in the upper and lower faces of the cen- 
tral :nold :ne:nber 2. 
The :nold I as described hereinbefore fs sub- 
stantially of conventional construction and in 
order to illustrate the advantages of :ny inven- 
tion the normal operation of said :nold wfll be 
described. 
The conventional v or trapezoidal section 
transmission belt fs :nade up normally fro:n a 
plurality of rubberized plies 27 of fabrlc. In so:ne 
for:ns of belt construction the lower:nost.plies are 
eliminated and the lower:nost or inner:nost port 
tion of the belt comprises- rubber, per se. Adja- 
cent the upper surface of-the belt, that is the 
outer surface of the belt when it fs in use, and 
e:nbedded in the thickness of the belt are a plu- 
rality of strength :ne:nbers 25 which are normally 
relatively strong cords. These strength :ne:nbers 
are so:neti:nes referred to as-tension :ne:nbers 
and their function in the belt construction fs 
i:npart longitudinal strength to the belt. After 
the asse:nbly and proper cutting of the plies 
the entire belt structure fs: nor:nally wrapped 
with a shroud of fabric 29. The belt in this for:n 
and at this state of operation fs referred to as 
the carcass. These belt carcasses are the ones. 
which are operated upon by the :nold I, the :nold 
functioning to proPerly for:n the carcass so far 
as its section fs concerned and also to cure the 
rubber while the carcass fs being held in properly 
for:ned condition. 
In the manufacture of- the belt carcass the 
various components of the carcass are formed to 
approximate shape within certain degrees of tol- 
erance. If these tolerances are ruade too close. 
the manufacture of the beit beco:nes prohibitive 
fro:n an econo:nic viewpoint Consequently, the 
normal uncured carcass may. have variations in. 
ifs sectional area or speaking in terres.of the en- 
tire belt, the volu:ne of one belt made. froma pre 
determined carcass specification :nay be different_ 
from the volu:ne of-another belt carcass :nade 
fro:n the sa:ne speciflcati0n. In addition, if is 
frequently round that sectional areas of the saine 
belt ruade fro:n a predeter:nined specificationmnay 
vary. 
leferring particularly fo Fig. 2..the. effect of. 
these variations fs illustrated wherein the belt  
carcasses are molded and cured in the conven- 
tional type of :nold. In Fig. 2 several carcasses. 
are illustrated as being positionsd in. the.recesses 
of the upPer face of the conventional central :nold 
section. The upper :nold :ne:nber is shown, in 
closed position. 
The carcass designated as {1 fs one whose.sec- 
tional area fs greater than-normal. The carcass 
designated by the nu:neral 1 fs one whose sec-- 
tional area fs slightly less than normal or der 
The carcass designated, by the. reference-.. 
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nurneral $2 fs one which fs approximately correct  
and the carcass designated by the reference nu- 
ruerai 33 fs one which fs slightly greater in sec- 
tional area than desired. The carcasses 
are representative of the normal carcasses ruade 
under commercial tolerances. It will be noted 
that the carcass 30 bas an excess of volume and 
that when pressure fs applied by the upper mold 
member a portion of the stock of the carcass fs 
Saueezed laeraliy from the recess as indicated af 
3 in Fig. 2. It will be noted that simultaneously 
the. carcass 3 wfll only be slightly compressed, 
the carcass 32 will be compressed to a greater 
degree and the carcass $3 will be compressed to 
a degree greater than the carcass 32. As an 
ample, iî it fs desired to apply say two hundred 
pounds per square inch pressure upon the car- 
casses during the moiding operation if Wfl! be 
preciated that the carcass 30 may receive, for 
example, 350 pounds per square inch pressure. 
At the saine rime the carcass 3 maY only receive 
about 30 pounds per square inch pressure and the 
carcass $ may receive about 50 pounds. Obvi- 
ously the carcass 33 will receive a different pres« 
sure, possibly above or below the desired pressure. 
Obviously, with a situation such as this the belt 
carcasses } fo 33 will all be "pressured" to a dif- 
ferent extent and as a result the density of the. 
various belts wfll be different. In addition, it 
will be noted that carcasses 3 and 3 wfll 
quire treatment to eliminate the squeezed out 
portion of the carcass. Obviously, this treatment 
will cut the shroud 29 which very seriously weak- 
ens the belt particu]ar]y with regard to its abra- 
sive resistance. 
In addition to the above diffculties a most seri- 
ous diiïiculty fs presented in that the carcass 
being subjected to the greatest degree of pressure, 
wfil tend to bave its components squeezed longi- 
tudinally, that s, there will be a longitudinal flow 
of the materia]s. This fs known in th art as 
"push-out." One of the serions results of push- 
out fs that the strength tension members -$ wfll 
be stretched and as a consequence a belt ruade 
from the carcass 3{} will normally in its finished 
condition be longer than the normal belt ruade 
from the carcass 32 and wfll be materially longer 
than the belt ruade from the carcass 3. It can 
reatily be seen that although all of the carcasses 
may be ruade to commercial tolerance specifica- 
tions the resulting belts may in rgard to density 
and strength be materially different. For in- 
stance, a belt which bas a pitch length of about 
t.hree hundred inches may bave ifs length .varied 
by as high as three inches or more due to push 
out. 
Another one of the difficulties encountered from 
push-out is that the sectional area or the volume 
of  predetermined belt carcass may hot be uni- 
form throughout the entire length of th belt. 
In ' this case it wfll be seen that the belt may be 
elongated in certain sections fo a greater degree 
than it fs elongated in other sections. This 
sults in the strength members . being molded 
and conflned atá predètermined degree of ten- 
sion in one section of the belt and the continua- 
tions of said strength members may be main- 
tained at a different tension at other sections of 
the saine belt. This results in an improperly op- 
erating belt which bas short life and fs conducive 
to "whip" and vibration. 
As a feature of my present invention I provide 
a recess 3 at the base of each of the ,cavities 
2 in the central mold member ., the recess 
being relativelly elongated and being slightly 

shorter in length than the respective cavity to 
which it fs joined. In each recess  a flexible 
hollow tube 3 is adapted fo be positioned, said 
tube normally being totally contained within the 
recess 3. 
Referring particularly to Figs. 4 and 5 each 
tube 3 fs joined at its end fo a fitting .3]. The 
fitting 37 has a central bore 38 and fs restricted 
in diameter at one end for insertion into the 
10 interior of tube 3 as indicted best at 3 in Fig. 
4. The outer surface of the portion 39 may be 
threaded or otherwise roughened and fs pref- 
erably cemented within the tube 3S. The oppo- 
site end {} of the fitting 3] fs provided with 
15 threads whereby said fitting may be engaged by 
nut   to retain the fitting and tube in its propei 
position within the iecess 3. Each of the fit- 
tings  at the opposite ends of each of the tubes 
 fs connected to a suitable source of fluid under 
20 pressure. The pressure fiuid maY comprise com- 
pressed aii, steam of may comprise a hydraulic 
liquid. 
When employing my invention the carcasses 
indicated by the numeral 9 carried upon the 
2 sheaves   and   are positioned in the respective 
iecesses 2S. As has been hereinbefore described, 
some of said carcasses may be of greater or fesser 
sectional area than other carcasses. In Fig. 3 
two such carcasses are fllustrated..The carcass 
30  may be one which bas a relatively small sec- 
tional area whereas the carcass 3 may be one 
which has a relatively large sectional area. 
In operation no pressure fluid fs initially intro- 
duced into the tubes . The carcasses may 
35 .then be disposed in the cavities 2 and the upper 
and lower mold members  and 3 may be brought 
to closed position with respect fo the central 
mold member 2. Upon the closing of the mov- 
able mold members any excess volume of any of 
40 the carcasses will be relieved by depressing the 
walls of the tubes 35 exposed to the cavities. 
This permits the complete closing or seating of 
the movable mold members with respect to the 
central stationary mold member. After the mold 
members are closed fiuid under pressure fs intro- 
45 duced into all of the tubes 3. Depending upon 
the various volumes of the carcasses the tubes 3 
will be inflated to a greater or lesser degree as 
indicated at  and  in Fig. 3. It will be noted 
that inasmuch as the movable mold members are 
50 properly fitted upon the stationary mold ruera- 
ber and the cavities 2S are completely enclosed 
laterallY, there fs no tendency for the stock com- 
prising the carcasses to be squeezed outwardly as 
fs the case illustrated in Fig. 2 at 3. Conse- 
55 quently, there will be no need for subsequent 
trimming of the belts. In view of the fact that 
the effective pressure exerted upon all of the 
carcasses fs essentially fluid pressure and fs. de- 
rived from the saine source the effective pres- 
60 
sure upon each of the carcass sections of the 
various belts will be the saine. In addition, the 
pressure upon a predetermined carcass will be 
uniform throughout the length of the section 
contained in the respective cavity 2. 
65 
As can readily be appreciated all of the belts 
will be densifled to a uniform degree and that 
each individual belt section will be densified uni- 
formly throughout the length of said section and 
70 this regardless of the initial volume of the belt 
carcass. Hence, densification or pressure will 
hot be a function of the volume of the belt car- 
cass in the cavity. In view of the fact that all of 
the belt carcasses in the recesses 2 will be sub- 
7 jected fo substantially the saine densifying pres- 
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sure ttie degress of longitudinal movement of the 
belt carcass components which occurs, that 
the degree, of push-out, will be the same for all 
of the carcasses in all of the cavities. Hence, the 
strength members of the various belts will be 
stretched or tensioned to the saine extent and 
the various sections of the belts in the cavities 
will be lengthened to the saine ex.tent.. 
After the various sections of the belts in the 
mold cavities, bave been subjected to heat and 
pressure for a sufliient length of. time to prop- 
erly cure the saine the pressure in the tubes 36- 
may be relieved, or, if. desired, the various tubes 
36 may. be connected to a source of negative pres- 
sure or vacuum so as to collapse the tubes. The 
movable mold members 3 and 4 are then moved 
away from the central stationary moll member 2- 
and the sheaves J0 and 4.are rotated to remove. 
the cured sections of the.belts from the cavities 
26 and position uncured sections of the belts in 
said cavities so that they may be cured The 
operation hereinbefore described is then re- 
peated. 
If can readily be seen that inasmuch as all 
sections of a.l of the belts as well as each section 
of each ber is subjected to ttie saine degree of 
densifying pressure, the density of all of the 
belts and the density of each belt throughout its 
entire length wfll be substantially uniform. In 
addition because of the uniform densifying pres- 
sure all belts wfll be stretched to the saine ex- 
tent and the strength members of all of the belts 
will be under a uniform tension. This, of course, 
is also true with regard to each individual belt; 
that ls, its strength members .throughout the 35 
entire length of the belt will be under uniform 
tension. 
As bas been hereinbefore described during the 
molding and curing operatîon a cooling fiuid is 
passed through the apertures 2-of' the various 40 
mold members. The purpose of this operation is 
to lirnit curing of th various belt sections to those 
portions of the belt sections which are within 
the mold cavities and. which are subjected to 
pressure. It bas been round that if the endrnost 45 
portions of the sections in the mold are hOt 
chilled, curing of the belt carcasses will occur 
adjacent the endmost, portions of ttie sections in 
the cavities and said curing will occur at those 
portions o the belt which are adjacent to the 5o. 
mold but hot confined within the cavities. This 
of course is an undesirable condition and is sup, 
pressed by the passage of the cooling flUid through 
the openings 
I claim as my invention: 
1. A device for aimultaneously molding and 55- 
curing a plurality of sections of endless trans- 
mission belts of the rubber type which comprises 
in combination, means for maintaining said sec- 
tions of the belt carcasses in tension to straighte 60 
said sections of the belt carcasses in spaced par- 
allel relationship to each other, a pair of mold 
members, one of said members being provided 
with a.plurality of elongated straight cavitiesdis- 
posed in spaced parallel relationship to each other 6 
to receive said sections of the belts, the othermold 
section comprising a closure for the length of 
said cavities to confine said sections of the belts 
in the mold cavities, means positioned- at the op- 
posite face of said- ca-vities from said closure for 70 
applying uniform resilient dynamic pressure- 
along the length of alt 0 said sections simulta- 
neously while said belt sections are confined in 
the mold cavities» and means for heating said- 
mold members-to' cure said belt secti0ns. 75 

2. A device for simultaneously  molding and 
curing a plurality of- sections of transmission 
belts of the rubber type which comprises in com- 
bination, means for maintaining, said sections 
of the belt carcasses in tension to straighten the 
saine, a pair of mold members, said-members pro- 
viding a plurality of-parallel disposed, open- 
ended, elongated- straight mold cavities adapted 
for the reception of said straight sections of the 
I0 belt carcasses, one mold member defining one 
wa-ll of each of said cavities being provided with 
recesses opening into said cavities, means in said 
recesses for simultaneously applying transverse 
uniform ' resilient pressure upon the belt carcass 
15' sections in said cavities comprising a plurality 
o resilient members in said recesses, each being- 
outside its respective.adjacent cavity, and means 
..for expandingsaidresflient members transversely 
toward said cavity into contact with the carcass 
positioned in said cavity, said mold members and 
said resilient members cooperating together, to 
deflne mold cavities which are substantially com- 
pletely enclosed laterally, and means for heating 
said mold members. 
3. A device for simultaneously molding and 
curing a plurality of sections of transmission belts 
of the rubber type which comprises in combina- 
.tion, means for maintaining Said sections of the- 
belt carcasses in tension to straighten the saine 
in parallel spaced relationship, a pair of mold 
members, said members providing a plurality of 
elongated straight open-ended mold cavities 
adapted for the reception of said straight sections 
of the belt carcasses, one mold member defining 
one wall of each of said cavities being provided 
with a plurality of recesses each being, shorter in 
length than said cavities and each recess opening 
into a respectively adjacent cavity, means in said 
recesses for applying transverse resilient pres- 
sure. upon the belt carcass sections in said cavi- 
ties. along their length comprising an elongated 
inflatable member in each of said- recesses, and 
means forinfiating said members, each infiatable 
member being normally outside its respectively 
adjacent cavity and each being expansible trans- 
versely toward its respective cavity when inflated 
into contact with the carcass therein, said mold 
members and Said inflatable members cooperating 
together to define mold cavities which are sub- 
stantially completely encl0sed laterally, and 
means for heating said mold members,  
4. A. ¢levice for simultaneously molding and 
curing a plurality of sections of' transmission 
belts of the rubber type which comprises in com- 
bination, means for maintaining said sections of 
the belt carcasses in tension to straighten the 
saine and dispose them in spaced parallel rela- 
tionship: a pair of mold members, said members 
providing a plurality of elongated straight spaced 
parallel mold cavities adapted for the reception 
of said straight sections of the belt carcasses, one 
mold member deflning one wall of each of said 
cavities being provided with a plurality of recesses 
shorter in length than said cavities and each 
recess opening into-a respectively adjacent cavity, 
means in each recess for applying transverse 
dynamic pressure upon the 'belt carcass section 
in the respectively adjacent cavity along its 
length said dynamic pressure means being nor- 
mally outside the respectively adjacent cavity 
and having a portion movable transversely 
ward said cavity into contact with the carcass 
carrid, therein to establish uniform resilient 
pressure along substantially the entire length of. 
each section said-mold members, and said dy- 
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namic pressure members cooperating together fo 
deflne a plurality of mold cavitles whlch are 
substantially completely enclosed laterally, and 
means for heating said mold cavities. 
5. A device for simultaneously molding and 
curing a plurality of sections of transmission 
belts of the rubber type which comprises in com- 
bination, means for maintaining said sections of 
the belt carcasses in tension to straighten the 
same and dispose the same in spaced parallel 
relationship, a pair of mold members, said mem- 
bers providing a plurality of spaced parallel elon- 
gated straight open-ended mold cavities adapted 
for the reception of said straight sections of the 
belt carcasses, one mold member deflning one 
wall of each of said cavities being provided with 
a plurality of recesses substantially coextensive 
in length with said cavities and each opening into 
a respectively adjacent cavity, means in each 
recess and normally outside the adjacent cavity 
for applying transverse pressure upon the belt 
carcass section in said cavity along its length 
comprising an elongated resilient tubular mem- 
ber in each recess, means for applying fluid un- 
der pressure to all of said tubular members to ex- 
pand said tubular members toward said cavities 
into contact with said carcasses therein, said 
mold members and said resilient tubular mem- 
bers cooperating together to deflne mold cavities 
which are substantially completely enclosed lat- 
erally, and means for heating said mold members. 
6. A device for simultaneously molding and 
curing sections of endiess transmission belts of 
the rubber type having outer walls, inner walls 
and side walls which comprises in combination, 
means for maintaining said sections of the belt 
carcasses in tension to straighten the same and 
dispose them in spaced parallel relationship, a 
pair of mold members, said members providing a 
plurality of elongated straight open-ended mold 
cavities disposed in spaced parallel relationship 
and having walls corresponding to said belt walls 
each being adapted for the reception of a straight 
section of each of the belt carcasses, one mold 
member carrying the inner deflning wall of each 
cavity provided with a plurality of recesses open- 
ing into a cavity adjacent the inner cavity wall, 
expansible means in said recesses for applying 
transverse pressure upon the belt carcass section 
in an adjacent cavity when said mold is closed, 
said normally expansible means being outside said 
djacent cavity and expandable transversely to- 

ward satd cavity into contact with a portion of the 
inner wall of the carcass in said cavity, said mold 
members and said expansible members cooperat- 
ing together to define mold cavitles whtch are 
5 substantially completely enclosed laterally, and 
means for heating sald mold members. 
7. A device for simultaneously molding and 
curing a plurality of sections of endless trans- 
mission belts of the rubber type having outer 
10 walls, inner walls and side walls which comprises 
in combination, means for maintaining said sec- 
tions of the belt carcasses in tension to straighten 
the same and to dispose them in spaced parallel 
relationship, a pair of mold members, said mem- 
15 bers providing a plurality of elongated straight 
open-ended mold cavities disposed in spaced par- 
allel relationship and each having walls corre- 
sponding to said belt walls adapted for the recep- 
tion of said straight sections of the belt carcasses, 
20 one mold member carrying a portion of the inner 
deflning wall of each cavity being provided with 
an elongated recess shorter in length than said 
cavity and opening into said cavity adjacent said 
inner cavity wall, a resilient tubular member 
25 positioned in each recess and normally outside 
the adjacent cavity, means for applying fluld 
under pressure to each of said tubular members 
to expand said tubular members toward said ad- 
jacent cavities and into contact with the inner 
30 wall of the belt carcasses in sald cavities, said 
mold members and said tubular members cooper- 
ating together fo define mold cavities which are 
substantiallY completely enclosed laterally, and 
means for heating said mold members. 
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